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Start Date: 07/08/2009 Start Qty: foo \ *- Cust Item ID: 
Required Date: 07/17/2009 Req'd Qty/8.00 II Customer: 
Reference: 


Approvals: Process Plan: Wi Date: [07 lC 1 Tooling: Date: e 
Stop 
QC: Date: SPC (Y/N): Date: | Ill HHH II 


Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qiy Qty Number Stamp 
| Draw Nbr Revision Nbr 
, D3560 Rev D 
100 0.00 AS 
A INI III D BAND SAW 
Bandsaw Memo 0.00 š 
Jeaspa Bandsaw Cut blanks 15.500" long o 
110 0.00 
MAA AE HAAS CNC VERTICAL MACHINING #1 
| 
HAAS | Memo 0.00 ye 


HAAS CNC vertical machine #1 1- Mill as per Folio FA696 Rey ____ € Dwg D3560 Rev | :2-C'sink 
0.196" hole on manual mill as per dwg 13560) 3-Deburr per dwg D3560 


120 QC2- Inspect parts off machine FAI/FAIB 0.00 


III w 


Memo 0.00 
Quality Control 


sms 


/ 
\ 


\ 
Work Order ID 48388 WO bet ` 


July 10, 2009 8:15:52 AM 


- D3560.044 Sep INN Setup Sea UI 
Revision ID: D 
Item Name: — Ann Weldmen Som INN 


Start Date: 07/08/2009 Start Qty: 8.00 mM Cust Item ID: 
Required Date: 07/17/2009 Req'd Qty: 8.00 N Customer: 
Reference: 
Ram "er WII 
Approvals: Process Plan: Date: Tooling: Date: 
Stop 

oc: Date: SPC (Y/N): Date NUN 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
130 QC8- Inspect parts - second check 0.00 


III 0.00 


Memo 
Quality Control 
140 ` 0.00 
{I 000000008 Large Fab 
Large Fab Memo 0,00 
Large Fab I-Weld assembly as per dwg D3560 “STEP: 1- clean material (buff bracket and 
bottom of arm with blue pad ). 12- set up bracket and arm on jig. '3- preheat AC > Of e DY 
bracket and arm with torch 4- clean before welding with brush 15- set up s 


machine to 135 amps’ 16- weld across 


150 QCS- Inspect part completeness to step on W/O 0.00 © 
NN ANI NI 2) dos 
Re Memo 0.00 o € 


Quality Control 


Work Order ID 48388 


July 10, 2009 8:15:52 AM 


III 


Item ID: D3560-044 Accept 

Revision ID: D 

Item Name: Arm Weldment 

Start Date: 07/08/2009 Start Qty: 8.00 UI IN 

Required Date: 07/17/2009 Req'd Qty: 8.00 HI 

Reference: 

Approvals: Process Plan: Date: Tooling: 
QC: Date: SPC (Y/N): 

Sequence ID/ Operation Set Up/ 

Work Center ID Description Run Hours 

160 QC9- Inspect visual per QSI004- Fusion Welds 0.00 

QC Nam 0.00 

Quality Control 

170 Chemical Conversion Coat per QS1005 4.1 0.00 

HandFinish Meno 0.00 


Hand Finishing 


180 


un) 


Quality Control 


Memo 


QC3- Inspect Part Finish 


0.00 


0.00 


Cust Item ID: 
Customer: 
Date: 
Date: 
Draw Draw Plan Accept 
Number Rev. Code Qty 
P moy 


VT TR / 


me. DEIER 


Setup 


Run 


Start 


Stop 
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III 
III 


Start IR 


Stop 


Reject 


Qty 


Reject 
Number 


Insp. 
Stamp 


la 


Work Order ID 48388 III Paea ` 


July 10, 2009 8:15:52 AM 


a ss mi DIS TT Wil 
Revision ID: D 
Item Name: Arm Weldment Stop III INI II 


Start Date: 07/08/2009 Start Qty: 8.00 IT Cust Item ID: 
Required Date: 07/17/2009 Req'd Qty: 8.00 MN Customer: 
Reference: 


Ren San THEN UM 
Approvals: Process Plan: Date: Tooling: Date: 
St 
QC: Date: SPC (Y/N): Date: E ND 


Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
190 0.00 
MINI small ra ZEE 
Small Fab Memo 0.00 < Y 
Small Fab |-Press bushing in D3560 arm per dwg D3562 

" 200 QCS- Inspect part completeness to step on W/O 0,00 


2) S / 
LUD a om ° lol fag y 


Quality Control 


210 Identify as per dwg & Stock Location:_”/A- 0.00 A 0-01: 0 y / 
IIIIIIIIIIIIII 


Packaging Memo 0.00 


Packaging 
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Mem: D33004 wasa UNED secco — mt 


Revision ID: 


Item Name: Arm Weldment Stap III! II I 


Start Date: 07/08/2009 Start Oty: 8.00 NN Cust Item ID: 
Required Date: 07/17/2009 Req'd Qty: 8.00 N 


Reference: 


Score III 
Approvals: Process Plan: Date: Tooling: Date: 
St 
oc. Du: src an Date: am 


Customer: 


Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
220 QC21- Final Inspection - Work Order Release 0.00 

IM M waos 

QC Memo 0.00 

Quality Control 


pi (21-07 


Picklist Print 


Page I * 
July 10, 2009 8:15:51 AM 
Work Order ID: 48388 INNI III 
Pre emo DISCO MR A 
Parent Item Name: Arm Weldment Start Date: 07/08/2009 Required Date: 07/17/2009 
Comments: Start Qty: 8.00 Required Qty: 8.00 
Component Item 1D/ Replacement Mfg/ Bin Primary Last Route Unitof  Oty on Remaining Qty Date Status 
Item Name Item ID Purch Item Location Location Seg ID Measure Hand Qty To Pick ` Issued Issued 
D2808RevB Manufactured No 100 Each 51.0000 8.0000 
MM | 
LIDO III ei S 
Bushing 
Warehouse Loc Oty Loc Code 
Location 
Main Warehouse 
ST 51 un 

32896 4 —- 

41708 3 = 

42181 3 NG ES 

46738 41 zza 
M6061T6B0.500X05.00 Purchased No 140 f 157.4000 10.9053 


VEER KS ON a NEUN MII 


6061-T6 Bar .500 x 5.00 
Warehouse Loc Qty Loc Code G y 2 
Location ` d 7 
Main Warehouse 
MAT 157.4 ===. _ 


106747 20 MSZA 
111408 17.4 s 
112041 60 


112154 60 
KO oce 


Picklist Print 
July 10, 2009 8:15:51 AM 
Work Order ID: 48388 


Parent Item: D3560-044RevD 
Parent Item Name: Arm Weldment 


Comments: 


Component Item 1D/ Replacement Mfg/ 
Item Name Item ID Purch 


D3592-1RevB anufactured 


M 
III III 
Plate 


d 


July 10, 2009 8:15:51 AM 


Page 2 * 


LD 
VR KOR EK LN OW YQ 
Start Date: 07/08/2009 Required Date: 07/17/2009 
Start Qty: 8.00 Required Qty: 8.00 
Bin Primary Last Route Unitof Qty on Remaining Qty Date Status 
Item Location Location Seq ID Measure Hand Qty To Pick ` Issued Issued 
No 190 Each 102.0000 8.0000 Jf 
WR op. -29 
Warehouse Loc Oty Loc Code 


Location 


Main Warehouse 


ST 102 ae d 
32661 3 s == 
35331 ! u aaa 
41083 6 mm 
42279 l 


42417 3 


SU 25 si n 
48517 63 = 


Shop Packet Print Page 2 


Dart Aerospace Ltd. 
i Dan: ` ` Monday, GE 


Uger: Julie Dawson 


Process Sheet 


Customer : CU-DAR001 Dart Helicopters Services Drawing Name 
«| Job Number : 48388 


Estimate Number : 12884 

P.O. Number : Part Number : D3560044 

This Issue : 08/06/2009 S.O. No. : Drawing Number : D3560 REV D 

Prsht Rev. : NC Project Number : N/A 

First Issue od. Type : MACHINED PARTS Drawing Revision : D 

Previous Run : 47866 Material 5 

Written By š Due Date : 15/06/2009 Qty: 8 Um: Each 
Checked & Approved By: JID Ces 

Comment ` EstRevA Newissue 07.05.24 EC 


EstRevB ECN 987 07.10.09 EC verified by DD 
EstRev:C ECN1048 07-12-18 DD veriffied by: EC 


Additional Product 


Job Number 


III 


Machine Or Operation: 


ú ma Hl 


Comment: Qty.: 1.3598 f(s)/Unit Total: 10.8780 f(s) 
6061-T6 Bar 0.50" x 5.00" 


Batch: MM W ¡SY => 
BAND SA 


"INN 


Comment: BAND SAW "a 
Cut blanks 15.500" long — 


III 


Comment: HAAS CNC VERTICAL MACHINING #1 


1- Mill as per Folio FA696 Rev: A & Dwg D3560 Rev: S 


2-C'sink 0.196" hole on manual mill as per dwg D3560 


3-Deburr per dwg D3560 


Comment: INSPECT PARTS AS THEY COME OFF MACHINE 


Date: Monday, 08/06/2009 9:24:35 AM 
Use: . Julie Dawson Process Sheet 
Customer: CU-DAR001 Dart Helicopters Services Drawing Name: ARM 


Job Number: 48388 Part Number: 03560044 


— ii 


Machine Or Operation: 


mmm 


Comment: SECOND CHECK 


D35921 
Comment: Qty.: 1.0000 Each(s)/Unit Total: 8.0000 Each(s) 


HI 


LARGEFAB1 LARGE FABRICATION RESOURCE 1 


WI II) 


Comment: LARGE FABRICATION RESOURCE 1 


1-Weld assembly as per dwg D3560 


STEP: 
1- clean material (buff bracket and bottom of arm with blue pad ) 
2- set up bracket and arm on jig 

3- preheat bracket and arm with torch Z 
4- clean before welding with brush , 

5- set up machine to ke amps L O -a/ - O Y / 
6- weld across bottom and top ends 

7- reheat with torch ( 65 deg C ) 

8- on one side weld from bottom to top half way 

9- same for other side (half way) 

10- from half way point weld the rest of the first side (ease off pedal near end) 
11- same for remaining side (ease off pedal near end) 


mt 


Comment: INSPECT WORK TO CURRENT STEP 


INSPECT WORK TO CURRENT STEP 


VISUAL WELDING INSPECTION 


Comment: VISUAL WELDING INSPECTION 


Monday, 08/06/2009 9:24:35 AM 
User: . * Julie Dawson 


Process Sheet 
Drawing Name: ARM 


Customer: CU-DAROO1 Dart Helicopters Services 


BÄI 


Machine Or Operation: 
HAND FINISHING1 


III ` 


Comment: HAND FINISHING RESOURCE #1 
Chemical Conversion Coat as per QS! 005 4.1 ú 


INSPECT POWDER COATICHEMICAL CONVERSION 


WI 


Comment: == POWDER COAT/CHEMICAL CONVERSION 


III 


Comment: Qt: 1.0000 Each(s)/Unit Total: 8.0000 Each(s) 
ann. 


batch: DY / Ji 


SMALL FAB 1 


HII 


Comment: SMALL & MEDIUM FAB RESOURCE 1 


Job Number: 48388 
Job Number: 


Part Number: D3560044 


HAND FINISHING RESOURCE #1 


MEDIUM FAB RESOURCE 1 


1-Press bushing in D3560 arm per dwg D3562 


MN 


Comment: |NSPECT WORK TO CURRENT STEP 
PACKAGING 1 


Comment: PACKAGING RESOURCE #1 
Identify and Stock 


14.0 PECT WORK TO CURRENT STEP 


PACKAGING RESOURCE #1 


FINAL INSPECTION/W/O RELEASE 


Comment: FINAL INSPECTION/W/O RELEASE 


MINI 


Job Completion 


Work Order: /+ 552352 |] 
ce) 


Part Number: D3560-4 
LA ANN AP 
Inspection Dwg: D3560 Rev: B Ek aa | [ C] Page 1 of 1 


FIRST ARTICLE INSPECTION CHECKLIST 


[x | First Article [ ] Prototype 


Drawin Actual 
o Lamm | figa |] 


0.250 Deep +/-0.010 


d 
y” 
5 
2 


| 


j 
p 


Cometas] Pte] ske 
Revised b 
KJ/JLM t Ð 


| Rev | 
07.01.17 
| B |07.06.13 | Dimensions updated per Dwg Rev B 7 [KIJLM ad] Æ ` 


H:\FORMS\Quality Assurance\approved QA\FAI revD 
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AdOD GA TIONL 


RIAL: N/A 
ur CHEMICAL enero, COAT PER DART QSI 005 4.1 
3 : PER QS! 018 UNLESS OTHERWISE NOTED 
4) UNITS: INCHES UNLESS OTHERWISE 


SHARP EDGES: 0.005 TO 0.015 MAX 
IDENTIFICATION: NIA y 


f 


D2808 SPACER, 
— PRESS FIT AFTER 
ALODINE 


TY 


a 
042 


02808 SPACER, 
PRESS FIT AFTER 
ALODINE 


ARM 
(REF) 


< < 

EE 
we 
D I] 
| 


Ca | EZ ai 
== 
EE: i ==" 
GET 


NEW ISSUE 


[o | ADD D2808 PRESS FIT NOTE; 


REDESIGN AS WELOMENT, ADD POCKETS 


RELE 


380 


D3592-1 PLATE 


DART AER 
HAWKESBURY, 


OSPACE LTD 


COPYRIGHT © 2006 BY DART AEROSPACE LTO 
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8 7 & 5 4 3 2 ' 1 
RO.30 (TYP ALL OUTSIDE CORNERS EXCEPT WHERE INDICATED) 
je Ç Í = 
PROFILE TO MATCH ° 
D3592-1 PLATE, 0250 C'BORE Ø0.507 *0.000 


en AT 2.4%, 0.275 -0.001 


VIEW CC 0.250 DEEP FROM 
D THIS SIDE D 
5.831 — 
RO 35 (TYP) SU RO.375 


un K D3560-1 ARM WELDMENT 


4.479 
L 3.68 WUES at. 6061-T6 (OR 6061-651/T6510/T6511/T62) BAR. 0.500 THICK 
pec PER AMS GO A 22818 OR AMS 4117/4128/4115/4116) OR 
' R0.030 PER AMS-GQ-A-200/8 OR AMS 4160) 
H "e 1,700 f (REF. DART SPEC. TBO. 
2.463 - 0.850 p - 3 meet NONE 
t OLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 
' | ! 4) UNITS. INCHES UNLESS OTHERWISE NOTED 
| -R0.030 ; A: : e) BREAK SHARP EDGES: 0.005 TO 0.015 MAX 
| y ' 6) IDENTIFICATION: N/ 
; 4 w 4 Í ` WEIGHT: 1.05 ibs 
[ou - f L € 
wt, (A L ! | 
"P | | Pus 
w 
RR S 3 E 83 Ë 8 8 BE 
i 8 SAS a š 8 ç ig ei š r a z 
L= C 
il 
KS i 7 
(POCKETING RAD) 0.188 ~ 0.500 
R0.032 D 
š AT BASE OF C'BORE k 
-0.001 
1.000 THRU _ 
(TYP 7 PLACES) 
VIEW C-C ELEA 
JE SCALE 1: 1 EL 
as ozn 4 
H mm 
eens. _ | 
PRE x 3 Sint E X 
r 2 2 2 9:3 O 
% w Š CH Zo © 
Tote HR Bo 19.77 
AN z z Ë Š Z re) 
KA ms m = 00.196 (DRILL #9 REF) 
= =, Z © 
MA AE GE OE | C'SINK @0.385x100° 
== SE 
CP m = O R0.30 
Ð O 
E 7 6 5 a 


~ R0.30 (TYP ALL OUTSIDE CORNERS EXCEPT WHERE INDICATED) 


R0.49 — 0.188 —E = ü 765 
Å TX 0.250 | 


0.275 | 
` A SSL = —" NES 
SA me N Seel 


PROFILE TO MATCH 
4.479 D3592-1 PLA 
À MACHINE AT 2.4%, 
SEE VIEW D-D 


D3560-2 ARM 
R0.030 
si A D< WU. 6061-18 OR 6061-T651/T6510/T651 1/T62) BAR, 0.500 THICK 
PER AMS GO A 226/8 OR AMS 4117/4128/4115/4116) OR 
PER AMS-QQ-A-200/8 (OR AMS 4160) 
(REF. DART SPEC. M6061T6B0.500) 
R0.030- 2) FINISH: NONE 


3) TOLERANCES: PER DART QS! 018 UNLESS OTHERWISE NOTED 
4) UNITS: INCHES UNLESS OTHERWISE NOTED 

BREAK SHARP EDGES; 0.005 TO 0.015 MAX 

IDENTIFICATION: N/A 
7) WEIGHT: 1.05 Ibs 


RO.13 (TYP) 
(POCKETING RAD) Ra, 


Ø 1.000 THRU 
(TYP 7 PLACES) 


DART AEROSPACE LTD 
HAWKESBURY, ONTARIO, CANADA 


OM 
LION INOHLIA> 


ol OL NUH 


PROFILE TO MATCH 
D3592-1 PLATE, 
AT 24". 


C'BORE @0 507 *0.000 


0.250 DEEP FROM 
o THIS SIDE 
Ka 


D3560-3 ARM 
WUER at. 6061- 


T6 (OR 6061-T651/T8510/T6511/T62) BAR, 0.500 THICK 
PER AMS-QQ-A-225/8 (OR AMS 4117/4128/41 15/4116) OR 
PER AMS-QQ-A-200/8 (OR AMS 4180) 

(REF. DART SPEC, M6061T6B0 
2) FINISH: NONE 


3) TOLERANCES: PER DART QS! 018 UNLESS OTHERWISE NOTED 
4) UNITS: INCHES UNLESS OTHERWISE NOTED 
5) BREAK SHARP EDGES: 0.005 TO 0.015 MAX 
6) IDENTIFICATION: N/A 
WEIGHT: 1.05 Ibs 


Lomo Lo 
R0.13 (TYP) _ e ween 
(POCKETING RAD) 


R0.032 
AT BASE Of C'BORE 


A 
GONSTANT TAPER 
FROM 1.702 TO 1.750 


#0 900 THRU 
(1 PLACE) 


NV 01 LTE 


AVI GAT 


DON ANOHLIM 
or: Nurs 
AJOD dOHS 


g 


aNIBTANIDNA 


INNEN? 


D A 
ET | 1 TE EO AGE OD 
00.196 (DRILL #9 REF) } 
C'SINK 20.385x100 


ONTARIO, CANADA 


COPYRIGHT © 2008 BY DART AEROSPACE L 
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C'BORE Go ser 0-000 
0.250 DEEP FROM 


0.500 


NIDNA 
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MOD 


A 
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6 5 


KA? 
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RO.30 (TYP ALL OUTSIDE CORNERS EXCEPT WHERE INDICATED) 

0.188 (TYP) 


PROFILE TO MATCH 
D3592-1 PLATE, 
MACHINE AT 24°. 
SEE VIEW F-F 
F 
> 
j 
D3560-4 ARM 
H 
| PERU: 6061-16 (OR 6061-165 1/765 10/T8511/762) BAR 
! BER AMS-QQ-A-22 225/9 OR AMS 414741204 Sa DASK 
F< (REF. DART SPEC. M6061T6B0 500) 
% Ð ° 3 TOLERANCES: PER DART OSI 018 UNLESS 35 OTHERWISE NOTED 
O A 
4 UNITS: INCHES UNLESS OTHERWISE NO 
= 5) BREAK SHARP 
IDENTIFI 


R0.13 (TYP) 
(POCKETING RAD) 


| CONSTANT TAPER 
R4.00 ‚1.750 FROM 1.702 TO 1.750 


_ 90.900 THRU 
(1 PLACE) 


_ 01.000 THRU 
(TYP 4 PLACES) 


00.196 (DRILL #9 REF) ` 
C'SINK 00.385x100* 


